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Abstract 


PROBLEM TO BE SOLVED: To make it possible to easily form a laminated molding at a low equipment cost and 
improve productivity by forming a cavity for molding a skin material using a resin core material made by a cavity for 
molding the resin core material, and molding the skin material by lamination. 

SOLUTION: A top force 4 for molding of a mold descends to be stacked on a bottom force, so that these forces are 
brought Into contact with each other In a mold clamped state, and consequently, a cavity for a resin core material 2 
is formed by the fitting together of the molding parts. Further, a molten resin packed into the cavity from an Injection 
cylinder 17 Is set by cooling to form the resin core material 2. Next, the top force 4 for molding ascends to an 
elevation almost equivalent to the thickness of the skin material 3 to form a cavity K-1 for molding a skin and pack a 
molten resin 8-1 for the skin material into the cavity K-1 from an injection cylinder 16. Thus the skin material 3 is 
Integrally formed with the resin core material 2 by the cooling and setting of the molten resin S-1 for the skin 
material. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. , (^ , 

1. This document has been translated by computer. So the translation may not reflect the 
original precisely. 

2 **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 


[Claim I] At the time of **** of metal mold, mutual **** is put together and while is 
Ued. on the other hand - reaching - the object for molding of ^^^t?/ hi^h ha^ InJ 
mold cavity for Plastic-solid molding It is the closed space where ****** which has any 
of metal mold or one minimum angle with which it extracts and an angle^fills a seal 
performance slides on the perpendicular wall surface of the vertical section of one Plastic 
soHd, and is formed in it. on the other hand - reaching - the object for molding of 
another side - The mold cavity for Plastic-solid molding of another side which used one 
Plastic sohd for a part of the configuration site, Molding equipment of the jnolded 
laminate characterized by for while having supplied one molding matenal to the mold 
cavity for one Plastic-solid molding, and having a supply means and die supply means oi 
another side which supplies the molding material of another side to the mold cavity for 
Plastic-solid molding of another side. , i. ^ ..iA^ 

[Claim 2] one object for molding - the object for molding of metal mold and another side 
metal mold - ****ing ~ the object for both molding, after forming the mold cavity for 
one Plastic-solid molding by **** of metal mold The specified quantity move of any of 
metal mold or one side is carried out in the orientation of an open type, the mold cavity 
for one's of these Plastic-solid molding - one molding-material supply means -- one 
molding matenal - supplying - one Plastic solid - fabricating - after that -- on the other 
hand - reaching - the object for molding of another side - It is the closed space where 
****** which has any of metal mold or one minimum angle with which it extracts and an 
anele fills a seal performance shdes on the perpendicular wall surface of the vertica 
section of one Plastic solid, and is formed in it. on the other hand - reachmg - the object 
for molding of another side - The mold cavity for Plastic-solid molding of another side 
which used one Plastic solid for a part of the configuration site is formed. The molding 
technique of the molded laminate characterized by supplying the molding «\atenal of 
another side to the mold cavity for Plastic-solid molding of this another side by he 
molding-material supply means of another side, and carrying out laminate molding of the 
Plastic solid of another side to one Plastic solid. 

[Detailed Description of the Invention] 

[Technical field to which invention belongs] a part is covered by two molded 
aminates with which this invention consists of epidermis matenal and thermoplastics 
1 e mold goods, by epidennis material - **** - other sites are related with the molding 


1 


equipment and the molding technique of a molded laminate of the epidermis matenal and 
thermoplastics which covered only especially the predetermined fraction with epidermis 
material with respect to the molding equipment and the molding technique of mold goods 
which the resin core material has expressed as it is 

[Description of the Prior Art] The two-color molded laminate of the epidermis material 
and thermoplastics which covered only the above predetermined fractions with epidermis 
material is used for interior parts, such as a door trim of an automobile, and a rear side 

[00031 Such a manufacture of a two-color molded laminate fabricates thermoplastics with 
injection molding etc. to the resin core material beforehand. Although the parts which 
adhesives etc. were used [ parts ] for this resin core material, and the epidermis matenal 
of a predetermined configuration was stuck [ parts ], or made epidermis material stick on 
hardboard etc. beforehand are manufactured and there is a method of attaching this part 
in a resin core material using a screw etc. By such technique, while the back process was 
required and time was taken, it had become the factor of a cost nse. 
[0004] Then, in the manufacture of such a two-color molded laminate, what was 
indicated by JP,64-26414,A is proposed that it should improve. 

[00051 According to this, as shown in drawin g 5 , the epidermis material 62 and the 
melting resin 63 are supplied between Shimokane type 60 and 61 the top for non-closed 
down mould molding. Close the Shimokane types 60 and 61 a top and it faces 
manufacturing the two-color molded laminate which consists of epidermis matenal 62 
and themioplastics (melting resin 63). The two-color molded laminate which set to the 
predetermined position on metal mold 60 the epideraiis matenal 62 judged m the 
predetermined configuration the top, and covered only the predetermined fraction with 
the epidermis material 62 by [ by the side of the rear face of the epidemus matenal 62 ] 
supplying the melting resin 63 to a center section mostly and which consists of epidennis 
material 62 and thermoplastics is obtained. • i • j j • tu 

[00061 That is, a front-face side is turned up and the epidennis matenal 62 judged m tne 
predetennined dimension is set to the predetemiined fraction of the molding side of metal 
mold 60 a top. Subsequently, you operate the hoist style (not shown) of mold-clamp 
equipment, and the path clearance of the mold cavity side which metal mold 60 is 
dropped a top and metal mold 60 and Shimokane type 61 forms a top makes it stop in 
product thickness in a larger position (illustration status). The melting resin 63 is supphed 
to the background side and mold cavity of the epidennis matenal 62 by melting resin 
feeders (not%hown), such as an injection molding machine, in this halt position through 
the resin path (not shown) in which it was prepared in Shimokane type 61 . 
[0007] subsequently, a hoist style is operated again - makmg - the upper - it the 
epidennis material 62 is made to press by dropping metal mold 60 - the meltmg resm 63 
- metal mold - a flow expansion is canied out between mold cavities, the epidennis 
material 62 and thennoplastics are united, and a size enlargement is completed 
Consequently, the part has completed the two-color molded laminate which was covered 
with the epidennis material 62 and which consists of epidennis matenal 62 and 

Smoreover, what was indicated by JP,6-246783,A is proposed by molding of multi- 
quahty-of-the-material mold goods. The 2nd Shimo, shift a phase 180 degrees and metal 


2 


mold 73 and 74 is attached, the metal mold which it is prepared in a stationary platen 70 
possible [ rotation ], and is reversed by the rotary motor 71 as this is shown m drawing 6 - 
-the rotation board 72 - the 1st - To the movable head 75 which has been arranged m 
the position which counters with a stationary platen 70, and was supported by two or 
more diver 75A possible [ vertical movement ] The 1st Shimo, metal mold 74 is made to 
counter the 2nd Shimo, metal mold 77 is formed on the metal mold 76 and secondary on 
a primary side, and it has the metal mold 73 and the structure which connected the 
primary side injection cylinder 78 to metal mold 76, and connected the secondary 
injection cylinder 79 to metal mold 77 on secondary on the primary side, respectively. 
[0009] and the status that metal mold 73 meets metal mold 76 on a primary side the 1st 
Shimo and metal mold 74 meets metal mold 77 on secondary the 2nd Shimo, and it was 
carried out **** and the mold clamp -- the zinc of the primary side injection cylinder 78 
to the mehing status -- a primary side top - metal mold 76 - and it is injected m the mo d 
cavity of metal mold 73 the 1st Shimo, and the metal section is fabricated among mold 
goods At this time, a melting resin is not injected from the secondary injection cylinder 


rOOlOl next, while a die opening is carried out, a rotary motor 71 drives -- havmg -- metal 
mold - when the rotation board 72 rotates 180 degrees, metal mold 73 meets metal mold 
77 on secondary the 1st Shimo, and the 2nd Shimo, metal mold 74 meets metal mo d 76 
on a primary side, and is carried out **** and a mold clamp again And the metal mold 76 
and the multi-quality-of-the-material mold goods which are injected m the mold cavity ot 
metal mold 74 the 2nd Shimo, and carried out the laminating of the resin section to the 
metal section are fabricated for a melting resin on a primary side from the secondary 
injection cylinder 79. 

[Problem(s) to be Solved by the Invention] However, if it is in the manufacture technique 
of the above-mentioned conventional two-color molded laminate Turn a front-face side 
up and the epidermis material 62 judged in the predetemiined dimension is set to the 
predetermined fraction of the molding side of metal mold 60 the top at each time of 
molding of a two-color molded laminate. In order to position so that the sacrifice line 
section of the epidermis material 62 may be located on the center line of moire lump 
Mizobe of Shimokane type 61, there was a trouble where it did not suit it being delayed 
and mass-producing a two-color molded laminate. 

10012] Moreover, if it was in molding of the above-mentioned multi-quality-ot-the- 
material mold goods, there was the 1st Shimo of troubles, like the metal mold 73 and 
metal mold is [ two or more ] necessary so that metal mold 74 may be made to counter 
the 2nd Shimo and metal mold 77 may be arranged on the metal mold 76 and secondary 
on a primary side, and an installation cost increases. 

[0013] It is in accomplishing this invention paying attention to the above-mentioned 
trouble enabling an installation cost, as for the place made into the 1st purpose, to 
fabricate about [ becoming cheap ] and a molded laminate easily, and offering the 
molding equipment of the molded laminate which can raise mass-production nature. 
[0014] moreover, the place made into the 2nd purpose of this invention - one object tor 
molding - the object for molding of metal mold and another side - the metal mold of the 
couple with metal mold - it is in enabling it to fabricate a molded lammate with a 
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configuration easily, and offering the molding technique of the molded laminate which 
can raise mass-production nature 

[0015] . ^. 

[Means for Solving the Problem] In order to attain the 1st above-mentioned purpose, the 
molding equipment of the molded laminate concerning invention of a claim 1 At the time 
**** of metal mold, mutual **** is put together and while is formed, on the other 
hand ~ reaching - the object for molding of another side - with the mold cavity for 
Plastic-solid molding It is the closed space where ****** which has any of metal mold or 
one minimum angle with which it extracts and an angle fills a seal performance slides on 
the perpendicular wall surface of the vertical section of one Plastic solid, and is fonned in 
it. on the other hand - reaching - the object for molding of another side - The mold 
cavity for Plastic-solid molding of another side which used one Plastic solid for a part of 
the configuration site. It is characterized by for while having supplied one moldmg 
material to the mold cavity for one Plastic-solid molding, and having a supply means and 
the supply means of another side which supplies the molding material of another side to 
the mold cavity for Plastic-solid molding of another side. 

[0016] Metal mold is ****ed. such a configuration ~ one object for molding - the object 
for molding of metal mold and another side - the object for both molding, after forming 
the mold cavity for one Plastic-solid molding by **** of metal mold Supply one molding 
material to the mold cavity for one's of these Plastic-solid molding by one molding- 
material supply means, and one Plastic solid is fabricated, after that - the object for 
molding - any of metal mold, or one side by [ which carries out an abbreviation 
equivalent to the thickness of the Plastic solid of another side ] carrying out a distance 
move Slide ****** which has any of metal mold, or the minimum angle with which one 
side extracts and an angle fills a seal performance on the perpendicular wall surface of 
the vertical section of one Plastic solid, and the mold cavity for Plastic-solid molding of 
another side as a closed space is formed, on the other hand - reaching - the object for 
molding of another side ~ The molding material of another side is supplied to the mold 
cavity for Plastic-solid molding of this another side by the molding-material supply 
means of another side, and laminate molding of the Plastic solid of another side is carried 
out to one Plastic solid. 

[0017] thus, carrying out laminate molding of the Plastic solid of another side to one 
Plastic solid ~ one object for molding - the object for molding of metal mold and 
another side ~ the metal mold of the couple with metal mold - since a configuration may 
be used, it can be enabled to fabricate easily about [ that an installation cost becomes 
cheap ] and a molded laminate, and mass-production nature can be raised 
[0018] In order to attain the 2nd above-mentioned purpose, moreover, the moldmg 
technique of the molded laminate concerning invention of a claim 2 one object for 
molding - the object for molding of metal mold and another side - metal mold -- 
****ing - the object for both molding, after forming the mold cavity for one Plastic-solid 
molding by **** of metal mold The specified quantity move of any of metal mold or one 
side is carried out in the orientation of an open type, the mold cavity for one's of these 
Plastic-solid molding - one molding-material supply means - one molding material - 
supplying ~ one Plastic sohd - fabricating - after that - on the other hand ~ reaching - 
the object for molding of another side - It is the closed space where ****** which has 
any of metal mold or the minimum angle with which one side extracts and an angle fills a 
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seal performance slides on the perpendicular wall surface of the vertical section of one 
Plastic solid, and is formed in it. on the other hand - reaching - the object for mo dmg of 
another side - It is characterized by forming the mold cavity for Plastic-sohd molding of 
another side which used one Plastic solid for a part of the configuration site supplying 
the molding material of another side to the mold cavity for Plastic-solid molding of this 
another side by the molding-material supply means of another side, and carrying out 
laminate molding of the Plastic solid of another side to one Plastic solid 
[00191 therefore, one object for molding -- the object for molding of metal mold and 
another side - the metal mold of the couple with metal mold - it can be enabled to 
fabricate a molded laminate with a configuration easily, and mass-production nature can 
be raised 

[0020] . ^ , . . • 

[Embodiments of the Invention] Hereafter, the gestalt of operation of this invention is 
explained based on a drawing, the object for molding of the molding equipment of the 
molded laminate concerning this invention in the perspective diagram of the door trim 
which is an interior member for automobiles as a two-color molded laminate with which 
drawing 1 was fabricated by the molding equipment and the molding technique of a 
molded laminate concerning this invention, and drawin g 2 - metal mold - the cross 
section and drawing 3 which structure omitted a part - the molding equipment of this 
molded laminate - setting - the object for molding of the mold cavity formation status 
for epidermis material molding - metal mold - the cross section and drawin g 4 
[0021] The two-color molded laminate manufactured by the molding equipment and the 
molding technique of a molded laminate concerning this invention is [ the following and ] 
a door trim as an interior member for automobiles which is shown m the drawnmJ. and 
the drawing 2 . The profile configuration of this door trim 1 has been carried out from the 
resin core material 2 which is thermoplastics formed in the desired curved-surface 
configuration, and the epidermis material 3 by which attachment unification was carried 
out in part on the front face of this resin core material 2. ■ ,u 

[00221 This resin core material 2 is fabricated considering the polypropylene resm or the 
polypropylene resin simple substance which mixed fillers, such as talc, as a material, and 
tlie epidermis material 3 is formed in the foaming layer which consists of a polypropylene 
elastomer etc., and will really be fabricated by the part by the side of the front face of the 
resin core material 2 at the time of the molding. ■ ■ u 

[0023] the molding equipment of the molded laminate concerning this invention is shown 
in drawing 2 - as - on the other hand, the object for molding - the punch for molding 4 
which is metal mold, and the object for molding of another side - it has the female mold 
for molding 5 which is metal mold, and this punch for molding 4 inoves vertically to the 
female mold for molding 5 And **** 6 counters the punch for molding 4, **** 7 niakes 
the female mold for molding 5 counter, respectively, it has formed, and mold cavity K tor 
resin core material molding which is a mold cavity for one Plastic-sohd molding m both 

****s 6 and 7 is formed. -^u .u f i 

[0024] **** 6 of the punch for molding 4 is formed in mating face 4A with the temaie 
mold for molding 5 of this punch for molding 4. Carry out the profile of the configuration 
of **** r on the other hand / (side front) ] of the resin core material 2 of the door trim 1 
etc., it is, and the configuration is accompUshed. It has 1st concavity 12A, 2nd ^onc^^^ty 
12B and 3rd concavity 12C on the right fi-om the left, and 1st concavity 12A and 2nd 
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concavity 12B stand in a row by 1st punch side heights 12D, and 2nd concavity 12B and 
3rd concavity 12C stand in a row by 2nd punch side heights 12E. 

r00251 the r and 1 - one wall surface section of 1 concavity 12A extracts, the angle has 
accomphshed it to perpendicular section a of zero (0), the wall surface section of another 
side of 1st concavity 12A forms one wall surface section of 1st punch side heights 1 2D, 
and this wall surface section is accomplished at the minimum angle with which it extracts 
and angle fills seal performance, i.e., ****** b whose angle it extracts and is zero (0) -5 

m026] the [ moreover, ] - one wall surface section of 3 concavity 12C extracts, the angle 
L accomphshed it to perpendicular section c of zero (0), the wall surface section of 
another side of 3rd concavity 12C forms one wall surface section of 2nd punch side 
heiehts 12E and this wall surface section is accomplished at the mmimum angle with 
whfch It extmcts and angle fills seal performance, i.e., ****** d whose angle it extracts 

m21]Zl[l^^^^ - 2 concavity 12B has flat part e, the end section of this flat part 
e stands in a row in incked-plane section f of 1st punch side heights 12D and the other 
end of flat part e stands in a row in inclined-plane section g of 2nd punch side heights 
12E 

100281 **** 7 of the female mold for molding 5 is formed in mating face 5A with the 
punch for moldmg 4 of this female mold for molding 5. Carry out the profile of the 
configuration of **** of another side (background) of the resm core material 2 ot the 
door trim 1 etc., it is, and the configuration is accomplished 1st heights 13A 
corresponding to the aforementioned 1st concavity 12A to the right from the left, 2nd 
heS 13B Corresponding to the aforementioned 2nd concavity 12B, It has 3rd heights 
r3C cLes^^^^^^ 3rd concavity 2C. 1st heights 13A and 2nd heights 13B It stands in 
a row from 1st female mold side concavity 13D corresponding to the aforementioned 1st 
punch side heights 12D, and 2nd heights 13B and 3rd heights 13C stand in a row by 2nd 
female mold side concavity 13E corresponding to the aforementioned 2nd punch side 

Sl'thfr and 1 - one wall surface section of 1 heights 13A extracts, the angle has 
accomplished it to perpendicular section a' of zero (0), the wall surface section of another 
sideTlst heights ?3A fonns one wall surface section of 1st female -de -^^^^^^^^ 
13D, this wall surface section extracts and the angle has accomphshed it to b ol 

[0030?the [ moreover, ] - one wall surface section of 3 heights 13C extracts, the angk 
las accomplished it to perpendicular section C of zero (0), the jf;f^Z'^;^-,^ 
another side of 3rd heights 13C forms one wall surface sectiori of 2nd female mold side 
concavity 13E, this wall surface section extiacts and the angle has accomphshed it to 
****** of zero (0) , 
[0031] the [ moreover, ] - 2 heights 13B has flat part e', the end section of this flat part e 
tands in a row in inchned-plane section f of 1st female mold side concavity 13D, ar^d 
Mother end of flat part e' stands in a row in inclined-plane section g' of 2nd female mold 

mT^ndllZic for resin material supply 14 comiected to the discharge side of the 
inject on cylinder 16 which is one molding-material supply means through path 14A is 
eTaSed in the aforementioned punch for molding 4, and opening of this gate for resm 
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material supply 14 is carried out in the center of flat part e of 2nd concavity 12B of the 
aforementioned type section 6. Moreover, the gate for resin material supply 15 connected 
to the discharge side of the injection cylinder 17 which is the moldmg-material supply 
means of another side through path 15A is established in the female mold for molding 5, 
respectively, and opening of the gate for resin material supply 15 is carried out in the 
center of flat part e' of 2nd heights 13B of**** 7. Moreover, the support molding section 
18 which is a key-like concavity is formed in this flat part e'. 

[0033] Next, a manufacture of the door trim 1 as an interior member for automobiles 
which is a two-color molded laminate is explained using the molding equipment of the 
molded laminate constituted as mentioned above. 

[0034] If it is in molding equipment, the aforementioned punch for molding 4 downs and 
it laps with the female mold for molding 5, and by the mold closed state which the mating 
faces 4A and 5A of both molds contacted mutually, as shown in drawing 2 , **** 6 and 7 
is put together and mold cavity K of the shape of the configuration of the resin core 
material 2 of the door trim 1 and isomorphism is formed. 1st heights 13A to the 
aforementioned 2nd concavity 12B at the aforementioned 1st concavity 12A namely, 2nd 
heights 13B 3rd heights 13C to 1st punch side heights 12D at 3rd concavity 2C 1st 
female mold side concavity 13D respectively, 2nd female mold side concavity 1 3E 
carries out abbreviation etc., it is in 2nd punch side heights 12E at the thickness of the 
resin core material 2, the clearance of a dimension is consisted and countered, and 
perpendicular section a and a' contacts mutually, and ****** b, b', d, and d' has countered 

mutually. , u a f 

[0035] The aforementioned injection cylinder 17 operates, and from the discharge side ot 
this melting resin (polypropylene resin or polypropylene resin simple substance which 
mixed fillers, such as talc) S which is one molding material is breathed out, and it fills up 
with this status in the aforementioned mold cavity K for resin core material moldmg 
through the gate for resin materia! supply 15. In this case, it is prepared in the 
aforementioned punch for molding 4, and the female mold for molding 5, and the gas 
(air) in mold cavity K for resin core material molding is discharged by the suction means 
(not shown). Therefore, melting resin S spreads in mold cavity K for resin core material 
molding and the support molding section 1 8 is also filled up with it. 
[0036] And the resin core material 2 which is one Plastic solid is fabricated by cooling 
and solidification of melting resin S. In this case, the aforementioned punch for moldmg 

4 extracts, ****** b whose angle is zero (0) -5 degree, and the female mold for molding 

5 extract ******* d whose angle it extracts and is the zero (0) -5 degree and the female 
mold for' molding 5 of between ****** b' of zero (0) and the aforementioned punch for 
molding 4 extract [ an angle ], and vertical sections 2X and 2Y are formed for an angle 
between****** d' of zero (0), respectively. tt ^ u 
[0037] Next 2nd concavity 12B which height h (inside of height dimension H of the 
vertical sections 2X and 2Y of the resin core material 2) which cames out the 
abbreviation equivalent of the aforementioned punch for moldmg 4 to thickness t of 
epidermis material is raised, and was sandwiched by 1st punch side heights 12D and 2nd 
punch side heights 12E, The epidermis material molding mold cavity K-1 which is a 
mold cavity for Plastic-solid molding of another side sealed between the resin core 
materials 2 which counter this 2nd concavity 12B is formed. 
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[0038] That is, the support molding section 18 is filled up with melting resin S at the time 
of molding of the resin core material 2, and since support 2-1 is formed when this melting 
resin S cools and solidifies, the resin core material 2 is fixed to the female mold for 
molding 5 with this support 2-1. Therefore, when raising the aforementioned punch for 
molding 4, the resin core material 2 does not follow the punch for molding 4, but for 
molding, is accepted punch 4 and goes up. i, u- u 

[0039] And when raising the aforementioned punch for molding 4 to height h which 
carries out an abbreviation equivalent to thickness t of the epidermis material 3, ****** b 
of the punch for molding 4 and ****** d of the female mold for molding 5 slide on the 
perpendicular wall surfaces 2x and 2y of the vertical sections 2X and 2Y of the resin core 
material 2 However, since the amount (height h which carries out an abbreviation 
equivalent to thickness t of epidermis material) of elevation of the aforementioned punch 
for molding 4 was in height dimension H of the vertical sections 2X and 2Y of the resin 
core material 2, as shown in drawing 3 , aforementioned ****** b and d is in the contact 
status, and, as for the epidermis material molding mold cavity K-1, was sealed by the 
perpendicular wall surfaces 2x and 2y of the aforementioned vertical sections 2X and 2Y 

in the upper limit , , • t. a f 

[0040] The aforementioned injection cylinder 16 operates, and from the discharge side ot 
this the melting resin for epidermis material S-1 (polypropylene elastomer) which is the 
molding material of another side is breathed out, and it fills up with this status m the 
aforementioned epidermis material molding mold cavity K-1 through the gate for resm 
material supply 14. In this case, it is prepared in the aforementioned punch for molding 4, 
and the gas (air) in the epidermis material molding mold cavity K-1 is discharged by the 
suction means (not shown). Therefore, the melting resin for epidermis material S-1 
spreads in the epidermis material molding mold cavity K-1, the epidermis material 3 is 
fabricated by cooling and solidification of the melting resin for epidermis material S-1, 
and the epidermis material 3 here is united with the resin core material 2. 
[0041] Next, it moves to a mold elevation start process, the aforementioned punch for 
molding 4 is raised, an open type is carried out at a mold elevation end process, and the 
door trim 10 which is a two-color molded laminate is taken out. 

[0042] According to the above-mentioned gestalt of operation, the punch for molding 4 
and female mold for molding 5 are ****ed. After forming mold cavity K for resm core 
material molding by **** 6 and 7 of the punch for molding 4, and the female mold for 
molding 5 Supply melting resin S to this mold cavity K for resin core material molding in 
the injection cylinder 16, fabricate the resin core material 2, and the specified quantity 
move of the punch for molding 4 is carried out in the orientation of an open type after 
that the minimum angle of the punch for molding 4 with which it extracts and an angle 
fills a seal performance - that is Extract and ****** whose angle is zero (0) -5 degree 
Perpendicular wall surface 2x of the vertical sections 2X and 2Y of the resin core 
material 2, It is the closed space which sUdes on 2y and is formed in it, and the epidermis 
material molding mold cavity K-1 which used the resin core material 2 for a part of the 
configuration site is formed, the melting resin for epidermis material S-1 is supplied to 
this epidermis material molding mold cavity K-1 in the injection cylinder 17, and 
laminate molding of the epidermis material 3 is carried out to the resin core material 2. 
[0043] thus, carrying out laminate molding of the epidermis matenal 3 to the resm core 
material 2 - the metal mold of the couple of the punch for molding 4, and the female 
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mold for molding 5 - since a configuration may be used, it can be enabled to fabricate 
easily about [ that an installation cost becomes cheap ] and a molded lammate, and mass- 
production nature can be raised 
[0044] 

[Effect of the Invention] As explained above, according to the molding equipment of the 
molded laminate concerning invention of a claim 1 At the time of**** of metal mold, 
mutual **** is put together and while is formed, on the other hand -- reachmg -- the 
object for molding of another side - with the mold cavity for Plastic-solid moldmg It is 
the closed space where ****** which has any of metal mold or one mmimum angle with 
which it extracts and an angle fills a seal performance slides on the perpendicular wall 
surface of the vertical section of one Plastic solid, and is formed in it. on the other hand - 
reaching - the object for molding of another side - The mold cavity for Plastic-solid 
molding of another side which used one Plastic solid for a part of the configuration site, 
By while having supphed one molding material to the mold cavity for one Plastic-solid 
molding, and having had the supply means and the supply means of another side which 
supplies the molding material of another side to the mold cavity for Plastic-sohd molding 
of another side one object for molding - the object for molding of metal mold and 
another side - metal mold - ****ing - the object for both moldmg, after forming the 
mold cavity for one Plastic-solid molding by **** of metal mold Supply one moldmg 
material to the mold cavity for one's of these Plastic-solid molding by one molding- 
material supply means, and one Plastic solid is fabricated, after that - the object for 
molding - any of metal mold, or one side by [ which carries out an abbreviation 
equivalent to the thickness of the Plastic solid of another side ] carrying out a distance 
move Slide ****** which has any of metal mold, or the minimum angle with which one 
side extracts and an angle fills a seal performance on the perpendicular wall surface of 
the vertical section of one Plastic soUd, and the mold cavity for Plastic-solid molding ot 
another side as a closed space is formed, on the other hand - reaching - the object for 
molding of another side - The molding material of another side is supplied to the mold 
cavity for Plastic-solid molding of this another side by the moldmg-material supply 
means of another side, and laminate molding of the Plastic sohd of another side is earned 
out to one Plastic solid. 

[0045] thus carrying out laminate molding of the Plastic solid of another side to one 
Plastic soUd - one object for molding - the object for molding of metal mold and 
another side - the metal mold of the couple with metal mold ~ since a configuration may 
be used, it can be enabled to fabricate easily about [ that an installation cost becomes 
cheap ] and a molded laminate, and mass-production nature can be raised 
[0046] Metal mold is ****ed. moreover ~ according to the molding technique of the 
molded laminate concerning invention of a claim 2 - one object for moldmg - the object 
for molding of metal mold and another side - the object for both molding, after forming 
the mold cavity for one Plastic-solid molding by **** of metal mold The specified 
quantity move of any of metal mold or one side is carried out in the orientation of an 
open type, the mold cavity for one's of these Plastic-solid molding - one molding- 
material supply means - one molding material - supplying - one Plastic solid - 
fabricating - after that - on the other hand - reaching - the object for molding ot 
another side - It is the closed space where ****** which has any of metal mold or the 
minimum angle with which one side extracts and an angle fills a seal performance slides 
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on the perpendicular wall surface of the vertical section of one Plastic soHd, and is 
formed in it. on the other hand -- reaching -- the object for molding of another side -- The 
mold cavity for Plastic-soHd molding of another side which used one Plastic solid for a 
part of the configuration site is formed. By supplying the molding material of another 
side to the mold cavity for Plastic-solid molding of this another side by the moldmg- 
material supply means of another side, and having been made to carry out laminate 
molding of the Plastic solid of another side to one Plastic soUd one object for molding -- 
the object for molding of metal mold and another side -- the metal mold of the couple 
with metal mold -- it can be enabled to fabricate a molded laminate with a configuration 
easily, and mass-production nature can be raised. 

[Brief Description of the Drawings] 

[Drawina 11 It is the perspective diagram of the door trim which is an interior member for 
automobiles as a two-color molded laminate fabricated by the molding equipment and the 
molding technique of a molded laminate concerning this invention. 
[Drawing 21 the object for molding of the molding equipment of the molded laminate 
concerning this invention ~ metal mold - it is the cross section which structure omitted 

the part u u - f f 

[Drawing 31 the molding equipment of this molded laminate - setting - the object tor 
molding of the mold cavity formation status for epidermis material molding - metal 
mold ~ it is the cross section which structure omitted the part 
[Drawing 41 It is the enlarged view of A section of dravying3 . 

[Drawing 51 the object for molding of the molding equipment of the conventional molded 
laminate - metal mold ~ it is the cross section of structure 

[Drawing 61 the object for molding of the molding equipment of other conventional 
molded laminates - metal mold - it is the cross section of structure 
[Description of Notations] 

2 Resin Core Material (One Plastic Solid) 

3 Epidermis Material (Plastic Solid of Another Side) 

4 Punch for Molding (for [ One ] Molding Metal Mold) 

5 Female Mold for Molding (for Molding of Another Side Metal Mold) 
6, 7 Type section 

1 6 Injection Cylinder (One Supply Means) 

17 Injection Cylinder (Supply Means of Another Side) 

K The mold cavity for resin core material molding (mold cavity for one Plastic-sohd 

molding) . _ 

K-1 Epidermis material molding mold cavity (mold cavity for Plastic-solid molding ot 

another side) 
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